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(54) PRINTING METHOD AND APPARATUS 

(57) Regarding filling of a paste, a temperature gra- 
dient at a paste-pressing face is managed by a heater 
incorporated in a filling head. Alternatively, a nonvolatile 
component is applied to a printing face of a base mate- 
rial before the paste is filled, thereby preventing a vola- 
tile component off the paste from evaporating with time. 
A viscosity of the paste is thus secured. Meanwhile, a 
change off the quantity of the paste is coped with by 
changing a moving speed of the filling head or a contact 
angle off the filling head to the printing face, or by sup- 
porting the filling head at the side in touch with the print- 
ing face. 
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Description 
TECHNICAL FIELD 

5 The present invention relates to a printing method and a printing apparatus for filling a printing material to opening 
parts of a printing face of a body to be printed, and more particularly, to a printing method and a printing apparatus uti- 
lizable in applying paste in a method and an apparatus for manufacturing of circuit boards of electronic devices, etc. 

BACKGROUND ART 

10 

Recently, circuit boards have been changed from single-face boards having circuits formed on respective one 
faces, to double-face boards to multilayer circuit boards so as to achieve compact and high-performance apparatuses. 
Many of the boards adopted at present are advanced muttilayered ones. In the meantime, a printing technique using a 
filling head, i.e., squeegee is employed in order to press and fill a paste to opening parts such as via holes or through 

is holes in these circuit boards, or to press and ffll the paste to opening parts of a metal mask to form circuits on the board. 
A lot of conditions are involved in the printing technique, for instance, a hardness of the squeegee, an angle of the 
squeegee to a printing face, a pressure of the squeegee to the printing face, a filling speed of the squeegee to opening 
parts of the printing face, etc. Even a slight error in setting of the conditions adversely influences the quality of printing 
films, and therefore the set conditions are adjusted based on experiences at the production line thereby to improve a 

20 yield in the paste filling process and quality of products. 

Some adaptations are also made to the aforementioned squeegee in the filling process. For example, the squee- 
gee is improved in shape to be a flat one, a sharp one or a squeegee having a curved contact face to the printing face. 
In one arrangement a heater is built in the squeegee to heat the squeegee itself to a fixed temperature thereby lowering 
a viscosity of the paste and increasing filling efficiency for the paste to the openings of the printing face. 

25 The viscosity of the paste increases in proportion to an operating time of the squeegee. For stabilizing the viscosity, 
therefore, the paste is exchanged every fixed time interval, or an organic solvent is added to the paste to adjust the vis- 
cosity. 

Meanwhile, the filling amount of the paste to the openings, e.g., via holes and through holes, etc. or the openings 
of the metal mask is controlled and stabilized by filling the paste up to a surface of the openings. 
30 An example of the conventional circuit board-manufacturing method will be described with reference to Figs. 13 A, 
13B. 

Figs. 13 A, 13B respectively represent examples of a manufacturing method and a manufacturing apparatus for cir- 
cuit boards in the filling process according to the conventional art. 

In Figs. 1 3 A, 1 3B, 300 denotes a metal mask placed on a base material 301 . 303 and 305 denote squeegees which 
35 move on the metal mask 300 while keeping touch with the metal mask 300. 304 denotes a paste and 302 a stage. The 
base material 301 is disposed in touch with on the stage 302. The metal mask 300 is arranged via a slight space above 
the base material 301, onto which the paste 304 is supplied. The squeegees 303, 305 located above the metal mask 
300 can move in an up/down direction and a printing direction of the squeegees 303, 305. 

The paste is filled in the thus-constructed apparatus in a process described herein. The base material 301 is firstly 
40 set at a predetermined position on the stage 302. A through hole 301a formed in the base material 301 is registered 
with a hole 300a in the metal mask 300. and the metal mask 300 is set above the base material 301. The paste 304 is 
supplied onto the metal mask 300. The squeegees 303, 305 are lowered to hold the base material 301 with impressing 
a predetermined pressure to the material 301 . Thereafter, the squeegees 303, 305 are moved in the printing direction 
to move the paste 304 on the metal mask 300, thereby performing printing to the base material 301 . The paste 304 is 
45 pressed and filled in the through holes 301a formed in the base material 301 in this manner. 

In the above paste filling process in the conventional art a filling shape or the filling amount of the paste 304 is 
greatly changed even by mechanical errors, resulting in blanking, insufficient printing or the like filling failures. When the 
flat squeegee 305 shown in Fig. 13B is used, a contact angle of the squeegee to the printing face of the metal mask 

300 or base material 301 is hard to fix and maintain, and the amount of the paste filled in the through hole 301a varies 
so large, which is considerably difficult to control property, which is an important issue. In the case of the square squeegee 

303 as shown in Fig. 1 3 A, the contact angle of the squeegee to the printing face of the metal mask 300 or base material 

301 is easy to set, whereas a front end part of the square squeegee 303 in touch with the printing face of the base mate- 
rial 301 is not sufficiently sharp and consequently, the paste 304 is left on the metal mask 300 or base material 301 . 
The front end part of the square squeegee can hold only a small amount of the paste 304, making it necessary to fre- 

55 quentiy replenish the paste 304, thus deteriorating productivity as an issue. When a viscosity of the paste 304 is 
increased because of the evaporation of volatile components or when the paste of a high viscosity is used, the paste is 
filled considerably short if kept under the same concfition as originally properly set beforehand. In other words, the filling 
condition should be reset during the operation although this takes a long time, which is another issue. In the case where 
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a heater is incorporated in the squeegee 303, 305, this arrangement merely lowers the viscosity of the paste 304, not 
making an effective influence on rolling or filling of the paste 304 and raising a necessity for setting and adjusting the 
condition again. The poor productivity still remains to be improved as an issue. 

The object of the present invention is therefore to provide a printing method and a printing apparatus whereby a 
5 sufficient fflling amount of a printing material to opening parts of a body to be printed is secured in conformity with var- 
ious filling conditions, thereby to improve a yield, quality and productivity of printing by the printing material. 

DISCLOSURE OF INVENTION 

10 According to a first aspect of the present invention, there is provided a printing method for pressing and filling a 

printing material by means of a filling head to opening parts of a body to be printed is provided, wherein a flow pressure 

of the printing material is kept roughly constant during printing of the printing material. 

According to a second aspect of the present invention, at least either a contact angle of the filling head to a printing 

face of the body to be printed, or a moving speed of the filing head can be changed in accordance with a change of the 
75 amount of the printing material in the above first aspect, thereby to keep the flow pressure of the printing material 

roughly constant 

According to a third aspect of the present invention, printing of the printing material can be conducted in the above 
first or second aspect while the filling head is supported at the side of a pressing face thereof in touch with the printing 
face of the body to be printed, thereby to keep the flow pressure of the printing material roughly constant. 
20 According to a fourth aspect of the present invention, in any one of the above-described first-third aspects of the 
invention, a temperature gradient can be applied to the pressing face of the filling head so that a temperature of a part 
in touch with the printing face of the body to be printed is higher than that of a part apart from the printing face of the 
body to be printed and the filling head, thereby to keep the flow pressure of the printing material roughly constant. 
According to a fifth aspect of the present invention, in any one of the first through fourth aspects, a pretreatment 
25 material can be applied before the printing material is filled by the filling head into the opening parts at the printing face 
of the body to be printed, thereby to keep the flow pressure of the printing material roughly constant. 

According to a sixth aspect of the present invention, there is provided a printing apparatus for pressing and filling a 
printing material by a filling head to opening parts of a body to be printed, which includes a holding device for keeping 
a flow pressure of the printing material roughly constant during printing of the printing material. 
30 According to a seventh aspect of the present invention, the holding device in the sixth aspect can be a control part 
which changes at least either a contact angle of the filling head to a printing face of the body to be printed, or a moving 
speed of the filling head in accordance with a change of the amount of the printing material. 

According to an eighth aspect of the present invention, the holding device in the seventh aspect can be a support- 
ing member for supporting the filling head at the side of a pressing face thereof in touch with the printing face of the 
35 body to be printed. 

According to a ninth aspect of the present invention, the holding device in any one of the sixth through eighth 
aspects can be a temperature-adjusting element which applies a temperature gradient to the pressing face of the filling 
head so that a temperature of a part in touch with the printing face of the body to be primed is higher than that of 
apart from the printing face of the body to be printed and the f flling head. 
40 According to a tenth aspect of the present invention, the temperature-adjusting element in the ninth aspect can be 
adapted to set an optional temperature gradient to a distance of the pressing face of the filling head from the side in 
touch with the printing face of the body to be printed. 

According to an eleventh aspect of the present invention, the holding device in any one of the sixth through tenth 
aspects can be a pretreatment head for applying a pretreatment material to the filling head and the printing face of the 
45 body to be printed before the printing material is filled. 

According to the present invention, during filling of the printing material, the flow pressure of the printing material is 
kept roughly constant, so that a sufficient filling amount of the printing material is secured to opening parts of the body 
to be printed in conformity with various filling conditions, thereby improving a yield, quality and productivity of printing. 
In the printing method and the printing apparatus of the above aspect(s) of the present invention, when the filling 
so head moves thereby to press and fill the printing material to opening parts of the base material or metal mask, at least 
either one of the contact angle of the filling head to the printing face of the base material or metal mask and, the moving 
speed of the filling head is changed under a predetermined condition, for instance, in accordance with the changing 
amount of the printing material as the filling head moves forward. Therefore, the flow pressure of the printing material 
is kept roughly constant to cope with an increase of a viscosity of the printing material with time or a decrease of the 
55 filling/dressing force due to the consumption of the printing material, etc. A predetermined amount of the printing mate- 
rial is stably secured at all times, thereby improving continuous printing efficiency. 

According to the printing method and the printing apparatus of the further aspect(s) of the present invention, the 
filling head for pressing and filling the printing material to opening parts of the base material or metal mask is supported 
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at the side of the pressing face thereof in touch with the printing face of the base material or metal mask, while the side 
apart from the printing face is rendered a free end and deformable, so that a required flexibility is secured. The printing 
material is controlled not to leak when pressed by the filling head at the side in touch with the printing face, although a 
necessary minimum elasticity is ensured for the filling head to trace the uneven printing face of the base material or 
5 metal mask. The flow pressure of the printing material is thus maintained roughly constant A predetermined amount of 
the printing material is stably fated without any special control means against an increase of the viscosity of the printing 
material with time and a reduction in volume of the printing material because of the consumption. Continuous printing 
efficiency can be improved. 

In the printing method and the printing apparatus of the yet further aspect of the present invention, a predetermined 

10 temperature gradient is applied to the pressing face of the filling head pressing and filling the printing material to open- 
ing parts of the base material or metal mask. The temperature at the side of the pressing face in touch with the printing 
face is made high and the temperature is decreased as the pressing face is far from the printing face. As a result the 
viscosity of the rolling printing material of a part in touch with the printing face is lowered, thereby to improve fluidity of 
the printing material and maintain the flow pressure of the printing material nearly constant At the same time, the tem- 

75 perature at the side of the pressing face away from the printing face of the base material or metal mask and the filing 
head is made low, whereby the fluidity is limited thereby to increase a hydraulic pressure of the pressing face of the part 
in touch with the printing face. Accordingly, not only a predetermined amount of the printing material is stably filled, but 
the evaporation of volatile components is restricted at the low temperature part. The whole of the printing material can 
be maintained at a predetermined viscosity at ease and continuous printing efficiency can be improved. 

20 With the use of the temperature-adjusting element for applying the above-described temperature gradient, and 
when the temperature-adjusting element is constituted to set an optional temperature gradient to a distance of the 
pressing face of the filling head from the printing face of the base material or metal mask, circuit boards of various con- 
ditions can be manufactured with high quality in accordance with a variety of conditions of the printing material and fill- 
ing conditions of the printing material. 

25 In the printing method and the printing apparatus of the different aspects) of the present invention, in addition to 
the pressing and filling of the printing material by means of the filling head to opening parts of the base material or metal 
mask, the pretreatment head additionally provided is driven to apply the pretreatment material to the printing face of the 
base material or metal mask prior to the fflling of the printing material. The effect of applying the nonvolatile organic sub- 
stance can be achieved in one single filling process. If the pretreatment material, e.g., nonvolatile organic component 

30 contained in the printing material is applied onto the body to be printed before the printing material is filled, an increase 
of the viscosity of the printing material can be suppressed thereby to maintain the flow pressure of the printing material 
nearly constant and improve continuous printing performance. Although the volatile component evaporates after the 
printing, the nonvolatile component adsorbs to the printing face which results in a change of a composition of the print- 
ing material. As such, the nonvolatile component is applied beforehand to prevent the change of the composition. 

35 

BRIEF DESCRIPTION OF DRAWINGS 

These and other objects and features of the present invention will become clear from the following description taken 
in conjunction with the preferred embodiments thereof with reference to the accompanying drawings in which: 

40 

Fig. 1 is a diagram of a part with a paste-filling function of a circuit board-manufacturing apparatus in which a print- 
ing apparatus for executing a printing method in a first embodiment of the present invention is installed; 
Fig. 2 is a block diagram of a control circuit related to the paste4illing part of the apparatus of Fig. 1 ; 
Fig. 3 is a diagram of a part with a paste-filling function of a circuit board-manufacturing apparatus in which a print- 
45 ing apparatus for executing a printing method in a second embodiment of the present invention is installed; 
Fig. 4 is a block diagram of a control circuit related to the pasted tiling part of the apparatus of Fig. 2; 
Fig. 5 is a diagram of a part with a paste-filling function of a circuit board-manufacturing apparatus in which a print- 
ing apparatus for executing a printing method in a third embodiment of the present invention is installed; 
Fig. 6 is a diagram of a part with a paste-filling function of a circuit board-manufacturing apparatus in which a print- 
so ing apparatus for executing a printing method in a fourth embodiment of the present invention is installed; 
Fig. 7 is a diagram explanatory of an arrangement of a low temperature heater of a filling head in Fig. 6; 
Fig. 8 is a diagram of a temperature distribution of a face of the filling head of Fig. 6 in touch with a paste; 
Fig. 9 is a diagram of a part with a paste-filling function of a circuit board-manufacturing apparatus in which a print- 
ing apparatus for executing a printing method in a fifth embodiment of the present invention is installed; 
55 Fig. 1 0 is a diagram of a part with an applying function for an nonvolatile organic component in a paste of a circuit 
board-manufacturing apparatus in which a printing apparatus for executing a printing method in a sixth embodiment 
of the present invention is installed; 

Fig. 1 1 is a graph of results of a viscosity increase when the nonvolatile organic component in the paste is applied 
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onto a base material and when the nonvolatile organic component in the paste is not applied onto the base material 
in the sixth embodiment; 

Fig. 1 2 is a diagram showing a state of the paste after filled according to a circuit board-manufacturing method rep- 
resenting a seventh embodiment of the present invention; and 
5 Figs. 1 3A, 1 3 B are diagrams of conventional printing apparatuses. 

BEST MODE FOR CARRYING OUT THE INVENTION 

Before the description of the present invention proceeds, it is to be noted that like parts are designated by like ref- 
70 erence numerals throughout the accompanying drawings. 

In order to describe a printing method and a printing apparatus in embodiments of the present invention, a method 
and an apparatus for the manufacture of circuit boards with the subject printing method and printing apparatus provided 
will be depicted below with reference to the drawings. 

is (First Embodiment) 

Figs. 1 . 2 are diagrams of an apparatus used in a filling process in order to manufacture circuit boards with a print- 
ing method and a printing apparatus according to a first embodiment of the present invention provided. 

As is schematically illustrated in Fig. 1, in the apparatus used in the fflling process, a filling head21 forfillingapaste 

20 22 which is an example of the printing material to a base material 4 which is an example of the body to be printed on a 
stage 5 is moved in a filling direction, e.g., by a pair of right and left transverse guides 25 parallel in the drawing to a 
printing face of the stage 5 and a transverse slider 26 guided by the guides. The filling head 21 is also moved up and 
down by a pair of vertical guides 27 arranged above the slider 26 in a vertical direction and a slider 28 guided by the 
guides 27. The filling head 21 is prvotally supported by a shaft 29 on the vertical slider 28 in a rotatable fashion. At this 

25 time, a part of the filling head 21 to be in touch with the base material 4 is a free end. A contact angle e of the fflling 
head 21 to a printing face of the base material 4 is variable. 

The filling head 21 is rotated about the shaft 29 by driving of an actuator A1 coupled to the shaft 29 and set on the 
vertical slider 28. Moreover, the fflling head 21 is moved up and down via the vertical slider 28 by driving of an actuator 
A2 coupled to the vertical slider 28 and mounted to the transverse slider 26. The filling head 21 is also moved right and 

30 left via the transverse slider 26 by driving of an actuator A3 coupled to the transverse slider 26. Each actuator is con- 
structed by, for example, a motor, a ball screw shaft coupled to a rotary shaft of the motor and a nut screwed to the ball 
screw shaft and fixed to a driven member. 

Fig. 2 shows an example of a control circuit for controlling driving of the actuators A1 , A2, A3 in the first embodi- 
ment. Each of the actuators A1-A3 is controlled by a control part 31 which is a microcomputer, and various control con- 

35 drtions including a changing condition for a moving speed (printing speed) of the filling head 21 are input through an 
operation panel 32. 

Information from sensors detecting an angle, a speed, a height of the fflling head 21 to the printing face of the base 
material is input into the control part 3 1 and based on the information detected thereat, the control part 31 of the control 
circuit feedback-controls the actuators A1, A2. A3 so that information from sensors detecting an angle, a speed, a 
40 height of the filling head 21 to the printing face of the base material conform to set values. 

In the conventional printing method, a set angle of a squeegee to the printing face of the base material is kept con- 
stant during filling of the paste irrespective of the feeding amount of the pasta However, a hydraulic pressure generated 
in the paste 22 decreases when the amount of the paste 22 is reduced, with lowering a filling force. D.E. Riemar reports 
this holds a correlation as follows in "INK HYDRODYNAMICS OF SCREEN PRINTING", Proceedings of the 1 985 ISHM 
45 Symposium, pages 52-58. 

p=/cuWWsin 2 6 (1) 

In the equation (1), p is a pressure generated in the paste 22, u is a flow velocity of the paste 22, v is a moving 
so speed of the filling head 21 , V is a volume of the paste 22, 0 is a contact angle of the filling head 21 to the printing face 
of the base material 5, and k is a proportional constant. 

A pressure difference expressed by the equation (1) is a pressure difference necessary for filling the paste 22 to a 
through hole 4d as an example of the opening part formed in the base material 4. A paste filling state when filled in the 
through hole 4d of the base material 4 is detected by substituting the pressure difference to the technologically well 
55 known Hagen-Poiseulle's law. Therefore, in order to make the filled state of the paste 22 constant it is important to 
always maintain the pressure p generated in the paste 22 to be constant during printing. 

Conventionally, the paste is generally supplied which is enough as much as to ignore the decreasing amount of the 
paste volume in an even continuous paste-filling operation. However, this cannot solve a viscosity change or a compo- 
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srtion change of the paste itself. 

On the other hand, according to the method of the first embodiment, the reducing amount of the paste 22 in one 
printing operation, namely, in one stroke of the filling head 21 is formed beforehand, and the moving speed of the f flling 
head 21 is increased from v to a speed obtained by an expression (2) below, thereby to cope with the volumetric change 
5 of the paste. The feeding amount of the paste 22 for each time can thus be reduced. 

vtfV!J{V-AV) -1) (2) 

The expression (2) is obtained by solving the foregoing equation (1) and the following equation (3). 

p=k\ivJ7^Vten 2 {Q-AQ) (3) 

wherein AV>0. 

Since the moving speed of the filling head 21 is changed in accordance with the changing amount of the paste 22, 
75 the pressure generated in the paste 22 is maintained to be constant and consequently the amount of the paste 21 filled 

in the through hole 4d of the base material 4 becomes constant 

Changes of the f flling force for the paste after 1 00 sheets are printed in the conventional method based on an initial 

feed amount of the paste and the method of the first embodiment (new technique) are confirmed in Table 1 in terms of 

a changing ratio of a f flling depth of the pasta Regarding the above description of "based on the initial feed amount of 
20 the paste", this implies that the paste is not added after initially supplied once. The initial amount is compared with the 

amount of the paste after 1 00 sheets are printed, and the result is represented by the filling rate in Table 1 . For instance. 

when the amount of the paste is 500g, a difference from a filling rate 1 00-99.5% is the changing ratio of the conventional 

method. In the method of the first embodiment, the amount of the paste is not changed and therefore the filling rate is 

100% and the changing ratio before and after printing is 0%. 

25 



Table 1 



Amount of paste 


Riling rate up to filling 
depth in conventional 
method 


Riling rate up to filling 
depth in new technique 


500g 


99.5% 


100% 


300g 


99.2% 


100% 


100g 


97.5% 


100% 


| 50g 


94.9% 


100% 


30g 


91.3% 


100% 



40 As is clearly confirmed from Table 1 . the speed control to the f flling head 21 in the first embodiment is effective. 

As described hereinabove, since the moving speed of the filling head 21 is controlled by the control part 31 via the 
actuator A1 in accordance with the change of the amount of the paste 22 during printing, the pressure generated in the 
paste 22 is maintained to be constant, whereby the filling amount of the paste 22 to the through hole 4d of the base 
material 4 is uniformed. The paste can be continuously printed efficiently, with productivity improved. 

45 In the above-described first embodiment, the moving speed of the filling head 21 is controlled to maintain the pres- 
sure in the paste 22 to be constant. On the other hand, the angle of the filling head 21 to the printing face of the base 
material can be controlled by driving the actuator A1 in accordance with the changing amount of the paste 22, thereby 
to hold the pressure in the paste 22 to be constant. The same effect can be achieved in this manner as well. More spe- 
cifically, AO satisfying the following equation (4) is obtained and the actuator A1 is driven by the control part 31 so that 

so the angle of the filling head 21 is reduced every AO, whereby the same effect as achieved by the above speed control 
can be realized. 

sin(6-A0)=77( V-AV) H V) sine (4) 

55 The contact angle 0 to the printing face of the base material 4 is automatically changed in the first embodiment by 
rotating the filling head 21 about the shaft 29 by the actuator A1 . The filling rate is improved also by reducing the contact 
angle 0, thereby to cope with the change of the amount of the paste. Needless to say. when the contact angle G of the 
filling head 21 . specifically, free end of the filling head in touch with the printing face is changed, a height of the free end 
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is changed, which should be corrected by suitably driving the actuators A2 and A by the control part 31 to suitably move 
the filling head 21 uptown and right/left and maintain the filling head 21 at a predetermined height. This way of angle 
correction to a predetermined angle is unnecessary if the filling head shown in Fig. 5 is used. 

In the first embodiment, both the moving speed and the contact angle 6 of the filling head 21 may be adapted to 
s meet the change of the amount of the paste. 

(Second Embodiment) 

Figs. 3, 4 are diagrams of an apparatus used in a paste-filling process in manufacturing of circuit boards in which 
10 there is provided a printing method and a printing apparatus according to a second embodiment of the present inven- 
tion. The apparatus fundamentally operates the same effect as in the first embodiment What is different from Figs. 1 , 
2 is that the contact angle e is changed to a predetermined value by the actuators A2, A3 while the actuator A1 for driv- 
ing the filling head 21 is eliminated. An angle sensor 100 is installed instead to detect an angle of the filling head 21 
about the shaft 29. It is so constructed that angle information detected by the angle sensor 100 is input to the control 
is part31 which in turn controls the angle of the filling head 21 detected bythe angle sensor 100 to be the predetermined 
value, whereby the contact angle 6 is kept at the predetermined value. 

(Third Embodiment) 

20 As indicated in Fig. 5, in an apparatus used in a paste-filling process in a manufacturing apparatus for circuit boards 
in which there are provided a printing method and a printing apparatus according to a third embodiment of the present 
invention, a f fl ling head 1 21 has a squeegee of a triangular prism laid laterally. Two sides of the filling head 1 21 defining 
a right angle of a right triangle in lateral cross section are set schematically in parallel to the lateral direction and vertical 
direction. A holder 41 for supporting the filling head 121 is fixed to the filling head 121 along the vertical side. As shown 

25 in Fig. 5, the holder 41 supports the vicinity of a part C at a paste pressing face 21a of the filling head 121 of the third 
embodiment which comes in touch with the printing face of the base material 4 on the stage 5, while a part D of the 
pressing face separated from the printing face is rendered a free end. More specifically, although a flat squeegee is 
employable in the third embodiment, the squeegee actually used in the embodiment is a slightly modified blade type of 
a triangular lateral cross section. A thickness of the squeegee is gradually reduced from the part C of the pressing face 

30 21a in touch with the printing face to the part D apart from the printing face. 

In a supporting structure in the conventional flat squeegee type filling head, when the filling head 1 21 is lowered to 
be in touch with the printing face of the base material 4 thereby to impress a printing pressure to the base material 4 to 
fill the paste, the pressure by the holder is applied to the vicinity of the part D because the part D of the pressing face 
21a apart from the printing face is supported, whereas the part C in touch with the printing face is free and easily 

35 deflected or broken. In other words, the pressure to the paste 22 leaks and is weakened at the part C although the pres- 
sure is important to fill the paste 22 to the through hole 4d of the base material 4. Stable filling of the paste results in a 
failure. 

Moreover, in the conventional filling head, the contact angle 6 defined between the filling head and the printing face 
decreases from an initially set value. Since the contact angle and the broken amount of a contact part of the filling head 
40 to the printing face vary depending on a material of the filling head and a structure of a printing material pressing part, 
adjustments are required. 

Such phenomenon occurs that the printing material filled in the through hole of the base material is undesirably 
scraped out unless the broken amount of the front end of the conventional filling head is restricted to a necessary min- 
imum to let the filling head trace the uneven printing face of the base material. 

45 Meanwhile, the conventional square squeegee has its four comers rounded from the beginning and therefore 
scrapes the paste extraordinarily poorly. Although a required or larger amount of the printing pressure is needed due to 
the aforementioned poor scraping efficiency of the squeegee so as to compensate for the broken front end of the filling 
head, the scraping amount of the filled paste from the hole is instable. 

In contrast, according to the third embodiment of the present invention, the filling head 121 pressing and filling the 

so paste 22 to the through hole 4d of the base material 4 is supported by the holder 41 at the part C of the pressing face 
121a which is in touch with the printing face of the base material 4, and thus, the part D of the pressing face 121a away 
from the printing face becomes free and defor mable. In consequence, a required flexibility can be secured for the filling 
head 121 and the part C in touch with the printing face can suppress the loss of the pressing force to the paste 22. A 
required minimum elasticity fit to the uneven printing face of the base material 4 can be secured by selecting an elastic 

55 material for the filling head 121 . The filling head 1 21 of the embodiment can thus stably fill a predetermined amount of 
the paste 22 without a special control even if the viscosity of the paste 22 is increased with time or the amount of the 
paste 22 is reduced due to the consumption. Continuous printing performance can be enhanced. 

According to the third embodiment, the printing pressure acting to the printing face from the holder 44 via the fating 
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head 1 21 is drectJy applied to the part C in touch with the base material 4, so that the contact angle can be less reduced 
even when the filling head 121 is deflected. Practically no deflection is generated at the contact part between the f flling 
head 121 and the base material 4, as is observed in experiments. By employing the apparatus of the invention, condi- 
tions set for the filling head 121 which is the part with a function for filling the paste 22 to the through holes of the base 
5 material can be kept constant during printing of the paste. If the printing apparatus is adopted to a circuit board-manu- 
facturing apparatus to print the paste to the boards, it becomes possible to maintain the set conditions for the filling head 
to be constant during manufacturing of the circuit boards, and produce circuit boards of constant quality. A manufactur- 
ing yield can be improved. 

10 (Fourth Embodiment) 

Fig. 6 is a schematic diagram of a process of filling a paste in a circuit board-manufacturing apparatus adopting a 
printing method and a printing apparatus according to a fourth embodiment of the present invention. 

As indicated in Fig. 6, a cylindrical filling head 221 is moved to press and fill the paste 22 into the through hole 4d 
15 of the base material 4 held at the stage 5. At this time, the f flling head 221 is not rotated. 

The filling head 221 is made movable in an up/down direction and a filling direction shown by an arrow A in Fig. 6. 
In general, when the filling head 221 moves on the base material 4, the paste 22 present in the vicinity of a contact point 
between the filling head 221 and base material 4 is considerably hard to flow even if the viscosity of the paste 22 is low- 
ered, due to a small movable area where the paste 22 is allowed to move and a small pressure gradient in the neigh- 
20 bortiood of the filling head 221 . 

Although the fluidity of the paste 22 can be improved by raising a temperature of the paste 22 itself, a life of the 
paste 22 is decreased if the paste 22 is of a thermoset type. What is needed to secure the fluidity required for the paste 
22 to be filled in the through hole 4d of the base material 4 is only a part of the paste 22 which comes close to the 
through hole 4d of the base material 4. And, a force necessary for the paste 22 to be filled in the through hole 4d is 
25 obtained by a hydraulic pressure generated by the filling head 21 and through rolling of the paste 22 itself denoted by 
an arrow B (e.g., D.E. Riemer: "INK HYDRODYNAMICS OF SCREEN PRINTING", Proceedings of the 1985 ISHM 
Symposium, pages 52-58). 

The aforementioned rolling of the paste 22 is achieved when the paste 22 moves up from the printing face of the 
base material 4 along a paste pressing face 221 a of the filling head 221 . Therefore, if a predetermined temperature gra- 

30 dierrt is set to the pressing face 221a of the filling head 221 , the fluidity of the paste 22 can be improved. More specifi- 
cally, the temperature gradient of the pressing face 221 a is set so that a temperature of the pressing face 221 a is high 
at the side in touch with the printing face of the base material 4, and the temperature is lowered as the pressing face 
221a is far away from the printing face of the base material 4. Thus, since the temperature of the pressing face 221a is 
high at the side in touch with the printing face of the base material 4, the viscosity of the rolling paste 22 decreased at 

35 the side, and therefore the fluidity of the paste 22 can be improved. On the other hand, since the temperature of the 
pressing face 221 a at the side away from the printing face of the base material 4 and the filling head 221 is lowered, the 
fluidity of the paste 22 is restricted, whereby the hydraulic pressure of the contact part between the printing face of the 
base material 4 and the pressing face 221a is increased. Accordingly, a predetermined amount of the paste 22 is filled 
stably and at the same time, volatile components in the paste 22 are refrained by the low-temperature part from cfis- 

40 parsing, making it possfole to maintain the whole paste 22 at a predetermined viscosity easily. The paste 22 can show 
improved continuous profitability. 

Table 2 indicates a filling depth of the paste and a temperature difference in the filling head 221 under general filling 
conditions (for instance, pressure of 2kgf/cm 2 , speed Of 40mm/sec, amount of the paste (feeding amount) of 500g). 

45 

Table 2 



Temperature difference 
(°C) 


Riling depth (mm) 


0 


5 


5 


10 


10 


12 


15 


13 



As is understood from Table 2, the filling force is improved when the temperature difference is not smaller than 5°C 
(i.e., in the fourth embodiment wherein the temperature gradient is set to the pressing face) rather than when the tem- 
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perature dfference is 0° (i.e., in the conventional example using the filling head without the temperature gradient set to 
the pressing face). By way of example, the temperature difference is preferably 1 0°C when a solder paste is used 

According to the fourth embodiment, an upper and a lower heaters 24, 23 are built in the filling head 221 so as to 
provide the pressing face 221a with the temperature gradient as above. In this arrangement, the lower heater 23 heats 

5 a part of the paste 22 in touch with the printing face, and the upper heater 24 heats so that a part of the paste 22 sep- 
arated from the printing face and the filling head 221 becomes a lower temperature than a heating temperature by the 
lower heater 23. As a result, the heaters 23. 24 realize such temperature gradient at the pressing face 221 a of the fa ling 
head 221 that the temperature of the pressing face 221a at the side in touch with the printing face of the base material 
4 is high, and is decreased as the pressing face 221a is away from the printing face. 

10 It is generally known that volatile components if contained in the paste are lost subsequent to a temperature rise 
thereby to increase the viscosity of the paste. Since the part of the paste 22 away from the printing face and the filling 
head 221 to be exposed to the outside air is made lower in temperature than the part at the pressing face 221a in touch 
with the printing face of the base material 4 and even lower than an evaporation temperature of the volatile components, 
the paste 22 can be prevented from being hardened as a result of the evaporation of the volatile components. The con- 

75 tinuous printabilrty can be enhanced. 

Fig. 7 is a diagram explanatory of an arrangement of the upper heater 24 at the low-temperature side of the fflling 
head 221 . The upper heater 24 is generally disposed, as is clearly shown in Fig. 7, to pass the center of the filling head 
221 in a low-temperature variable area approximately 30° above a plane in parallel to the printing face of the base mate- 
rial 4. A position of the upper heater 24 should be determined within the above range from a relationship with the 

20 amount of the paste, because the paste 22 generally does not move up to the pressing face 221 a of the filling head 221 
over the range. In case there is supplied a large amount of the paste, the upper heater 24 is preferably arranged slightly 
upward in the range. On the other hand, if the paste of a small amount is supplied, the upper heater 24 is preferably 
installed slightly downward within the range. When the paste 22 is a solder paste, it is preferred, e.g., that the lower 
heater 23 heats the paste up to 45°C, while the upper heater 24 heats approximately to a room temperature. If the paste 

25 22 does not include volatile components, the paste may be 50 or 60°C. When the paste 22 is maintained at the room 
temperature or so by the upper heater 24, the upper heater 24 may be set at a lower temperature than the room tem- 
perature to slightly cool the paste 22 heated by the lower temperature 23. An apparatus shown in Fig. 9 which will be 
described later is preferably used if it is necessary to positively cool the paste 22. ^ 

An example of the above-described temperature gradient is preferably a curve satisfying y=b-ax 2 as in Fig. 8 

30 wherein b and a are constants optionally determined in accordance with characteristics of the paste 22. In this graph, 
a position of the lower heater 23 in Fig. 6 is indicated as an origin of an axis of abscissa, and an intersection point 
between the curve and the axis of abscissa is an arranging position of the upper heater 24. 

The above temperature gradient may be similarly achieved by setting only the lower heater 23 of a part heating the 
paste 22 or interposing a suitable count of heaters between the upper and lower heaters 24 and 23. The temperature 

35 gradient can be defined more forcibly and finely if a count of heaters is large Alternatively, a continuous one heater may 
be incorporated from the lower heater 23 to the upper heater 24 to gradually reduce a thermal capacity (generating cal- 
ory). 

As is indicated in Fig. 6, in the fourth embodiment variable resistors (volumes) 23a, 24a are set in a energizing cir- 
cuit of the heaters 23, 24, thereby regulating the generating amount of heat of the heaters 23, 24 to obtain the temper- 
40 ature gradient in various forms. Circuit boards of various conditions can accordingly be manufactured with high quality 
to meet a wide variety of conditions of the paste 22 and filling conditions of the paste 22. 

Although the heaters 23, 24 are used as an example of the temperature-adjusting element in the fourth embodi- 
ment, the element is not limited to this and any optional element is usable so long as it can adjust temperatures. 

45 (Fifth Embodiment) 

Fig. 9 is a schematic diagram of a process of filling a paste in a circuit-board manufacturing apparatus adopting a 
printing method and a printing apparatus according to a fifth embodiment of the present invention. A difference from Fig. 
8 is that the upper heater 24 is eliminated, and a cooling device 200 is set at a position corresponding to the arranging 

so position of the upper heater 24 to supply cool wind to the pressing face 221 a of the f flling head 221 . In the fifth embod- 
iment, while the lower heater 23 heats the part of the paste 22 in touch with the printing face, the cooling device 200 
prevents the part of the paste 22 separated from the printing face and the filling head 221 from being raised to not lower 
than a necessary temperature because of heating by the lower heater 23. Owing to this arrangement, a required tem- 
perature difference is secured between the part of the paste 22 away from the printing lace and the filling head 221 and 

55 the part of the paste 22 in touch with the printing face. 
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(Sixth Embodiment) 

Fig. 10 is a schematic diagram of a filling apparatus which shows a pretreatment state before filling the paste to 
manufacture a circuit board with a printing method and a printing apparatus according to a sixth embodiment of the 

5 present invention provided. 

In the sixth embodiment as shown in Fig. 10, before the paste 22 is pressed and filled by the filling head 21 to the 
printing face of the base material 4 on the stage 5. a pretreatment material 51 which is an nonvolatile component 
included in the paste 22 is applied to the printing face of the base material 4. The apparatus is equipped with the f flling 
head 21 and also a pretreatment head 52 for applying the pretreatment material 51 . In a process of filling the paste 22 

w by the filling head 21 to the through hole 4d of the base material 4, the same nonvolatile organic component as con- 
tained in the paste 22 is applied as the pretreatment material 51 by the pretreatment head 52 to the printing face of the 
base material 4 before the paste 22 is filled in the through hole 4d. 

When the pretreatment head 52 moves on the base material 4 while keeping touch with the base materia] 4 to apply 
the pretreatment material 51 to the printing face of the base material 4, the pretreatment material 51 is sufficiently 

is scraped by the pretreatment head 52 from the printing face of the base material 4, but a part of the pretreatment mate- 
rial 51 adsorbing the printing face of the base material 4 is left on the printing face of the base material 4. The adsorption 
on this occasion is brought about on the printing face of the base material 4 also during the filing of the paste 22 to the 
through hole 4d, and causes an increase of the viscosity of the paste 22. For solving the viscosity increase of the paste 
22, therefore, the same component as adsorbs to the printing face of the base material 4 is preliminarily applied to the 

20 printing face of the base material 4 before the paste 22 is printed. Since the component adsorbing to the base material 
4 is supplied to the paste 22 during printing of the paste 22, the increase of the viscosity of the paste 22 can be pre- 
vented. 

Results of the viscosity increase of the paste 22 when the nonvolatile organic component in the paste 22 is applied 
as the pretreatment material 51 onto the base material 4 beforehand (represented by "treated" ) and when the pretreat- 

25 merit material 51 is not applied on the base material 4 beforehand (represented as "not treated") are shown in Fig. 1 1 . 
As is apparent from Fig. 11, the viscosity of the paste is constant when the nonvolatile organic component of the paste 
is applied, while the viscosity of the paste is increased when the organic component is not applied. Therefore, the appli- 
cation of the nonvolatile organic component can be effective to restrict the viscosity increase of the paste. 

From the graph of Fig. 11, the pretreatment material 51 is considered to be scraped an equal amount to the paste 

30 22 by the base material 4 and the pretreatment head 52. If the scraping is not carried out enough, the organic compo- 
nent remains on the surface of the base material 4 thereby to decrease the viscosity of the paste 22. Therefore, much 
care should be taken. 

As the above result, the viscosity increase of the paste 22 is restricted owing to the application of the nonvolatile 
organic component in the paste 22 onto the base material before the paste 22 is filled. The continuous printing effi- 
35 ciency can be improved. 

In the sixth embodiment, the filling head 21 and the pretreatment head 52 are preferably formed in the same shape, 
structure and material in order to make the scraping condition equal. An application head of the pretreatment head 52 
is a polyurethane squeegee in the above sixth embodiment, similar to the filling head 21 . However, the same effect is 
obtained even when the organic component is adsorbed onto the base material by vapor deposition or the like manner. 

40 

(Seventh Embodiment) 

Fig. 12 is an explanatory diagram of a state where the paste is filled in a paste-filling apparatus for circuit boards 
with a printing method and a printing apparatus according to a seventh embodiment of the present invention provided. 

45 According to the seventh embodiment, as shown in Fig . 1 2 , in a process to press and f HI the paste 22 to the through 
hole 4d of the compressive base material 4, when the paste 22 is filled into the through hole 4d of the base material 4, 
5-20% the through hole 4d is left at maximum without being filled with the paste 22, as designated by 61 . 

Accordingly, when the base material 4 is compressed, the paste 22 is let to escape to the non-filled part 61 , thereby 
preventing connection parts of layers of the circuit board from being separated each other by a repulsive force of the 

so paste 22 if the paste 22 would not be allowed leeway. 

Concretely, after the paste 22 is filled in the through hole 4d of the base material 4, the base material is heated and 
pressed while held between copper foils, whereby a double-face board is formed. Then, the copper foils are etched in 
a predetermined pattern thereby to produce a circuit board. When the base materia] 4 is heated and pressed while held 
between the copper foils in this series of operations, if the base material 4 is compressed by a degree not smaller than 

55 a tolerance of the paste 22 filled in the through hole 4d of the base material, the paste 22 when hardened generates a 
force separating the copper foils from the base material 4, with bringing about a large deterioration of connection relia- 
bility of the layers. This is caused because a part of the paste 22 exceeding the tolerance cannot be escaped if the paste 
filled in the through hole 4d is compressed so much. The part leaks into the base material 4 if the base material 4 is 
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porous, resulting in a decrease of an insulation resistance, etc. and worsening reliability as the circuit board. Such a 
matter should be avoided. 

When the non-filled part 61 is provided in the through hole 4d of the base material 4 to function as a space allowing 
the paste 22 to move thereinto, the paste 22 compressed not smaller than the tolerance is accommodated in the 
5 through hole 4d of the base material 4, so that the aforementioned issue can be eliminated. Table 3 shows good and 
defect connection resistances when an average diameter of the through hole 4d and a depth of the non-filled part 61 to 
the average diameter are changed. 



Table 3 



15 



Hole Diameter 


Depth of nonfilled part 


Reliability 


Hole Diameter 


Depth of non-filled part 


Reliability 


200um 


0% 


NG 


100pm 


0% 


NG 


5% 


OK 


5% 


OK 


10% 


OK 


10% 


OK 


20% 


OK 


20% 


OK 


25% 


NG 


25% 


NG 


150iim 


0% 


NG 








5% 


OK 








10% 


OK 








20% 


OK 








25% 


NG 









From Table 3 above, when the non-filled part is 5-20% to the average hole diameter is formed, the reliability of the 
connection resistance can be ensured. From the above result, when the paste 22 is pressed and filled so that the depth 
30 amount of the through hole 4d of the base material 4 becomes 5-20% to the average diameter of the through hole 4d 
of the base material 4, it can be presented that the connection parts of layers are separated by the repulsion force of 
the compressed base material 4 and the reliability is deteriorated. 

In each of the foregoing embodiments of the present invention, a direct printing method is described in which the 
filling head directly runs on the printing face of the base material without using a mask. However, each embodiment is 
35 applicable in the same way to a case where a mask (metal mask or the like) is set on the base material 4 and the filling 
head runs on a printing face of the mask. 

According to the embodiments of the present invention, the flow pressure of the paste is kept to be nearly constant 
while the paste as an example of the printing material is filled, as described in any of the first through seventh embod- 
iments. The filling amount of the paste is thus secured enough to the through hole(s) of the base material as an example 
40 of the body to be printed in conformity with various filling conditions. The yield, quality and productivity can be improved 
in the present invention. 

According to the printing method and the printing apparatus of the embodiments) of the present invention, at least 
either the contact angle of the filling head to the printing face of the base material or metal mask, or the moving speed 
of the filling head is changed in accordance with a predetermined condition, namely, a change of the amount of the 

45 paste as the filling head moves forward. Even the increase of the viscosity of the paste or the decrease of the filling and 
pressing force due to the consumption of the paste with time can be handled in this manner. A predetermined amount 
of the paste can be stably and surely f Died thereby to improve continuous printing performance. 

In the printing method and printing apparatus of the embodimertt(s) of the present invention, the filling head for 
pressing and filling the paste to the through hole(s) of the base material or metal mask is supported at the side where 

so the pressing face is in touch with the printing face Of the base material or metal mask. On the other hand, the filling 
head at the side separated from the printing face is rendered a free end and deformable, thereby securing necessary 
flexibility. While the pressure to the paste at the side in touch with the printing face is restricted not to leak, a necessary 
minimum degree of elasticity is secured to let the filling head trace the uneven printing face of the base material or metal 
mask. A predetermined amount of the paste can be stably f Bled without any special control means provided against the 

55 increase of the viscosity or reduction of the volume through consumption of the paste with time. Continuous printing effi- 
ciency can be improved. 

In the printing method and printing apparatus of the embocOment(s) of the present invention, the temperature- 
adjusting element incorporated in the filling head pressing and filling the paste to the through hole(s) of the base mate- 
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rial or metal mask works to apply the predetermined temperature gradient to the pressing face off the filling head. That 
is, because of such temperature gradient that the temperature of the pressing face at the side in touch with the printing 
face is high and the temperature is decreased as the pressing face is separated away from the printing face, the viscos- 
ity of the rolling paste of a part in touch with the printing face is lowered thereby to improve the fluidity of the pasta At 
the same time, the fluidity at the pressing face at the side away from the printing face of the base material or metal mask 
and the filling head is restricted because the temperature is lowered. Since the hydraulic pressure at the pressing face 
of the part in touch with the printing face is increased, not only a predetermined amount of the paste is stably filled, but 
the volatile component is refrained from evaporating at the low temperature part The whole paste can be maintained 
at a predetermined viscosity easily and therefore continuous printing efficiency can be improved. 

When the heater as an example of the temperature-adjusting element is constituted to set an optional temperature 
gradient to a distance of the pressing face of the filling head from the printing face of the base material or metal mask, 
high quality printing can be achieved in various conditions in conformity with a variety of conditions of the paste and fill- 
ing conditions of the paste. 

In the printing method and printing apparatus of the embocGmerrt(s) of the present invention, the pretreatment 
material is applied by the filling head and the pretreatment head, provided side by side, before the paste is filled to the 
printing face of the base material or metal mask. That is, an effect of applying the nonvolatile organic substance can be 
gained in one filling process. If the nonvolatile organic component in the paste is applied onto the base material or metal 
mask before the paste is filled, the viscosity of the paste is restricted from rising, therefore enhancing continuous print- 
ability. 

Although the present invention has been fully described in connection with the preferred embodiments thereof with 
reference to the accompanying drawings, it is to be noted that various changes and modifications are apparent to those 
skilled in the art Such changes and modifications are to be understood as included within the scope of the present 
invention as defined by the appended claims unless they depart therefrom. 

Claims 

1 . A printing method for pressing and f Oling a printing material (22) to an opening (4d) of a body to be printed (4) by a 
filling head (21 , 121 , 221), wherein a flow pressure of the printing material is kept roughly constant during printing 
of the printing material. 

2. A printing method according to claim 1 , wherein at least either a contact angle of the filling head (21 , 1 21 , 221) to 
a printing face of the body, or a moving speed of the filling head is changed in accordance with a change of quantity 
of the printing material, thereby to keep the flow pressure of the printing material roughly constant. 

3. A printing method according to claim 1 or 2, wherein the printing material is printed while the filling head (121) is 
supported at a side of a printing material-pressing face (121a) in touch with the printing face of the body, thereby 
to keep the flow pressure of the printing material roughly constant. 

4. A printing method according to any one of claims 1 -3, wherein a temperature gradient is set to a printing material- 
pressing face (221 a) of the filling head (221) so that a part of the pressing face in touch with the printing face of the 
body is higher in temperature than a part of the pressing face apart from the printing face of the body and the filing 
head, thereby to keep the flow pressure of the printing material roughly constant. 

5. A printing method according to any one of claims 1 -4, wherein a pretreatment material is applied before the printing 
material is f Qled by the filling head to the opening of the printing face of the body, thereby to keep the flow pressure 
of the printing material roughly constant. 

6. A printing apparatus for pressing and filling a printing material (22) by a filling head (21, 121, 221) to an opening 
(4d) of a body to be printed (4), which is provided with a holding device for keeping a flow pressure of the printing 
material roughly constant during printing of the printing material. 

7. A printing apparatus according to claim 6, wherein the hokfing device is a control part (31) which changes at least 
either a contact angle of the filling head (21 , 1 21 , 221) to a printing face of the body, or a moving speed of the fating 
head in accordance with a change of quantity of the printing material. 

8. A printing apparatus according to claim 6 or 7, wherein the holding device is a supporting member (41) which sup- 
ports the f Oling head (121) at a side of a printing material-pressing face (121a) in touch with the printing face of the 
body. 
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9. A printing apparatus according to any one of claims 6-8, wherein the holding device is a temperature-adjusting ele- 
ment (23, 24, 200) which sets a temperature gradient to a printing material-pressing face (221 a) of the filling head 
(221) so that a part of the pressing face in touch with the printing face of the body is higher in temperature than a 
part of the pressing face apart from the printing face of the body and the filling head. 

10. A printing apparatus according to claim 9, wherein the temperature-adjusting element sets an optional temperature 
gradient to a cGstance of the pressing face of the filling head from a side in touch with the printing face of the body. 

11. A printing apparatus according to any one of claims 6-10, wherein the holding device is the filling head and a pre- 
treatment head applying a pretreatment material to the printing face of the body before the printing material is filled. 
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Fig. 1 
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Fig.2 
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Fig. 3 
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Fig. 6 
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Fig, 9 
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